(19) 


J 


(12) 


(45) Date of publication and mention 
of the grant of the patent: 
21.10.1998 Bulletin 1998/43 

(21) Application number: 94111182.5 

(22) Date of filing: 18.07.1994 


Europdisches Patentamt 
European Patent Office 
Office europ^endes brevets (11) EP 0 682 884 B1 

EUROPEAN PATENT SPECIFICATION 

(51) Int. CI. 6 : A41D 27/24 


(54) Pucker free garment seam and method of manufacture 

Krduseffeste Bekleidungsnaht und Verfahren zur Herstellung 
Couture de vStement sans frongage et proc&te de fabrication 


CD 

<a- 

oo 
oo 

cm 
oo 

CO 

o 

Q. 
Ill 


(84) Designated Contracting States: 

AT BE CH DE DK ES FR GB GR IE IT U LU MC NL 
PTSE 

(30) Priority: 17.05.1994 US 245122 

(43) Date of publication of application: 
22.1 1 .1 995 Bulletin 1 995/47 

(73) Proprietor: TAL APPAREL LTD. 
Kowloon (HK) 


(72) Inventor: WONG, John 
Montreal, H4V-2X9 (CA) 

(74) Representative: 

Grunecker, Kinkeldey, 
Stockmair & SchwanhSusser 
Anwattssozletat 
Maximilianstrasse 58 
80538 Munchen (DE) 


(56) References cited: 
DE-B-1 104 802 
US-A-4 561 128 


US-A- 3 399 642 


Note: Within nine months from the publication of the mention of the grant of the European patent, any person may give 
notice to the European Patent Office of opposition to the European patent granted. Notice of opposition shall be filed in 
a written reasoned statement ft shall not be deemed to have been filed until the opposition fee has been paid. (Art. 
99(1) European Patent Convention). 

Primed by Xerox (UK) Business Services 
2.16.3/3.4 


1 


EP 0 682 884 B1 


2 


Description 

BACKGROUND OF THE INVENTION 

The present invention relates to a pucker free gar- s 
ment seam and method of manufacture. More specifi- 
cally, the invention is directed to an improved garment 
seam and method of manufacture which faciley elimi- 
nates a tendency of the seam to bunch or pucker 
around a sleeve attachment area and other similar io 
areas following conventional laundering procedures. 

A puckering phenomenon at seam lines has long 
plagued the garment industry. Seam pucker is typically 
caused by thread shrinkage which occurs during laun- 
dering of a garment. In particular, after a garment is pur- is 
chased by a garment consumer it is subjected to 
laundering cycles as the shirt is worn and becomes 
soiled. During these laundering and drying cycles the 
sewing thread typically undergoes longitudinal shrink- 
age. It is this shrinkage at a rate greater than the sur- 20 
rounding shirt material that creates puckering at a seam 
joining two panels of fabric. In this, the sewing thread 
contracts upon being laundered and pulls on opposing 
garment components at the garment seam which in turn 
causes the garment components to buckle and thereby 25 
creating wrinkles along the garment seam. This effect is 
most noticeable in dress shirt shoulder seams. Accord- 
ingly, it would be highly desirable to provide a method of 
manufacture and garment which would be free of this 
pucker phenomenon and which would maintain a seam 30 
which is smooth and pucker free even after multiple 
laundering operations. 

Several attempts have been made to reduce seam 
pucker. 

DE-A-1 104 802 discloses a pucker free garment 35 
seam and method of manufacture. In a first step, two 
layers of garment material are arranged in juxtaposition, 
to be sewn together by a seam. A stiffening element 
having a layer coated with adhesive material is 
arranged on the upper layer of garment material such 40 
that, the layer of adhesive material is placed on the 
upper layer of garment material. In a second step, the 
stiffening and the two layers are sewn together. In a third 
step, a part of the stiffening material is folded over 
together with the upper layer of garment material, such 45 
that two layers of stiffening material abut each other. In 
a fourth step, all the layers are sewn together. However, 
the final shape of the resulting seam is rather thick and 
therefore not suitable for dress shirts. 

Another attempt utilizes an interlining having a ther- so 
moplastic component in the interlining matrix. During 
the manufacture process the seam is ironed which 
reduces the cross-sectional thickness of the seam 
along the stitch line. The reduced thickness allows for 
slack in the sewing thread such that during subsequent 55 
laundering the sewing thread is permitted to shrink an 
amount equal to the slack. This attempt is not entirely 
effective in reducing seam pucker. First, the garment 


components sewn together at the seam are allowed to 
pull apart between outer stitches of the seam which 
results in buckling of the garment fabric. Second, the 
thread which is compressed in the interlining matrix 
becomes bound within the matrix thus shrinkage of the 
thread still results in at least a degree of seam pucker. 
Third, the manufacturing of an interlining results in over- 
all increase in garment manufacturing cost. This cost is 
compounded if the interlining is a composite interlining. 

Another prior art attempt at reducing seam pucker 
utilizes specified garment material. Specif ically, the gar- 
ment components sewn together at the seam are man- 
ufactured from material which stretches during the 
sewing process and which relaxes after the sewing 
process is complete. This relaxation provides for slack 
in the sewing thread. This attempt is also ineffective at 
reducing seam pucker. First, as before, the garment 
components sewn together at the seam are allowed to 
pull apart between outer stitches of the seam which 
results in buckling of the garment fabric. Second, only 
garments manufactured from certain stretch materials 
may be utilized to manufacture the garments. The dis- 
advantages associated with this are clear. 

Still other prior art attempts alter the nature of the 
sewing thread used in the sewing process. For example, 
one such attempt utilizes a composite sewing thread - 
whereby one component of the thread is water soluble. 
During the laundering process the water soluble compo- 
nent dissolves thereby creating slack in the sewing 
thread which compensates for thread shrinkage. First, 
as before, the garment components sewn together at 
the seam are allowed to pull apart between outer 
stitches of the seam which results in buckling of the gar- 
ment fabric. Second, the high cost of manufacturing a 
sewing thread altered in this way greatly increases the 
overall garment cost. Third, thread strength is greatly 
reduced by such a composite design. Last, commercial 
sewing apparatus are not well adapted to utilize altered 
thread. The other prior art attempts which alter the 
nature of the sewing thread are ineffective for the same 
noted reasons. 

The difficulties and limitations suggested in the pre- 
ceding are not intended to be exhaustive, but rather are 
among many which demonstrate that although signifi- 
cant attention has been devoted to reducing pucker in 
garment seams, the puckerless garment seams and 
method of manufacture appearing in the past will admit 
to worthwhile improvement 

OBJECTS AND BRIEF SUMMARY OF THE INVEN- 
TION 


It is therefore a general object of the invention to 
provide a novel, smooth garment seam and method of 
manufacture which will obviate or minimize difficulties of 
the type previously described. 

It is a specific object of the invention to provide a 
smooth garment seam and method of manufacture 
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which will eliminate seam pucker. 

It is another object of the invention to provide a 
smooth garment seam and method of manufacture 
which may be used in a variety of garments t provide a 
pucker free tailored appearance. 

It is still another object of the invention to provide a 
smooth garment seam and method of manufacture for 
advantageous use in an armhole seam of a dress shirt. 

It is yet another object of the invention to provide a 
smooth garment seam and method of manufacture 
which provides for a cost effective solution to seam 
pucker and does not involve significant modification of 
existing manufacturing apparatus. 

BRIEF SUMMARY OF A PREFERRED EMBODIMENT 
OF THE INVENTION 

A preferred embodiment of the invention which is 
intended to accomplish the foregoing objects includes a 
bonding element which contains at least a thermal 
adhesive component which is inserted between first and 
second garment components along a seam line of a 
garment. The seam is subjected to a sufficient amount 
of heat and pressure to cause the adhesive of the bond- 
ing element to flow over the surfaces of the garment 
components thereby creating a compressed seam and 
permanently bonding the first and second garment 
components together along the seam to eliminate puck- 
ering associated with sewing thread shrinkage. 

DRAWINGS 

Other objects and advantages of the present inven- 
tion will become apparent from the following detailed 
description of a preferred embodiment thereof taken in 
conjunction with the accompanying drawings, wherein: 

FIGURE 1 is a pictorial view showing a human male 
figure wearing a shirt having a seam manufactured 
in accordance with the present invention; 
FIGURE 2 is a schematic detail view showing an 
armhole seam of the dress shirt depicted in Figure 
1 which armhole seam has been manufactured in 
accordance with the present invention; 
FIGURES 3a through 3c shows a cross-sectional 
view of a method of manufacturing a dress shirt 
armhole seam in accordance with the present 
invention utilizing a single needle set sleeve; 
FIGURES 4a through 4c shows a cross-sectional 
view of a method of manufacturing a dress shirt 
armhole seam in accordance with the present 
invention utilizing a double needle set sleeve. 

DETAILED DESCRIPTION 

Referring now to the drawings and particularly to 
Figure 1 , there is shown a human male wearing a dress 
shirt 10 having an armhole seam 12 manufactured in 


accordance with the present invention. Figure 2 shows 
the dress shirt 10 having an armhole seam 12, shirt 
yoke 14, front panel 16. rear panel (not shown), center 
placket 18, collar 20, and sleeve 13. Although the spe- 

5 crfic embodiment as shown in the figures is directed to 
an armhole seam of a dress shirt, it is to be understood 
that the seam and method of manufacture of the 
present invention can advantageously be utilized in for a 
variety of seams in a variety of garments. For example, 

10 a center placket seam, collar seam, or cuff seam of a 
dress shirt or various seams of dress slacks. The phe- 
nomenon of seam pucker is most troubling in armhole 
seams because of their visible location and the manner 
of attachment between the shirt body (usually consist- 

75 ing of a front panel, yoke, and rear pane!) and the shirt 
sleeve. 

Figures 3a through 3c show the progressive manu- 
facturing steps for manufacturing the seam of the 
present invention. Figure 3c shows a cross-sectional 

20 view of a completed armhole seam 12 manufactured in 
accordance with the present invention. The embodi- 
ment of Figures 3a through 3c utilizes a single needle 
set sleeve. Referring to Figure 3a there is shown a first 
garment component 20 and a second garment compe- 
ls nent 22. In the armhole embodiment of the present 
invention, the first garment component comprises a 
front panel 16, shirt yoke 14, and a rear panel (not 
shown) and the second garment component comprises 
a shirt sleeve 13. The first garment component has an 

30 upper surface 24 and a lower surface 26. The second 
garment component has an upper surface 28 and a 
lower surface 30. 

A bonding element 32 forms an integral part of the 
present invention. The bonding element 32 has an 

35 upper surface 34 and a lower surface 36. In the pre- 
ferred embodiment of the invention and as shown in the 
figures, the bonding element is an adhesive web con- 
sisting entirely of an adhesive material. The adhesive 
material is preferably composed of a polyamide, polyes- 

40 ter, or an olefinic material such as a low density polyeth- 
ylene. Other thermoplastic materials such as 
polyurethane and ethylene vinyacetate copolymer can 
also be used. The aforementioned adhesive are prefer- 
able because they all have a low melting point in the 

45 range of 60 - 160 degree Celsius. In the preferred 
embodiment, the adhesive web is manufactured from a 
plurality of filaments having a diameter ranging between 
20 - 80 microns. Furthermore, the adhesive web of the 
present invention has a density of approximately 10 - 

so 1 00 grams per square meter. Alternatively, a more solid 
structured net adhesive may be used having a density 
preferably in the range of 8 - 80 grams per square 
meter. Of course, other types of adhesives are contem- 
plated by the present invention. 

55 After the bonding element 32, first garment compo- 
nent 20, and second garment component 22 are posi- 
tioned as shown in Figure 3a, a first stitch 38 is sewn 
along the seam line defined by the first and second gar- 
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merrl components. In the embodiments of Figures 3a 
through 3c this stitch is a needle set sleeve stitch and is 
the only set sleeve stitch. As depicted in Figure 3b, after 
the stitch 38 is made through the bonding element 32 
and first and second garment components, the first gar- 5 
merit 20 component is folded over the bonding element 
34 such that the upper surface 24 of the first garment 
component 20 abuts the upper surface 34 of the bond- 
ing element 32. Similarly, the second garment compo- 
nent is folded such that the lower surface 30 of the w 
second garment component 22 abuts the lower surface 
36 of the bonding element 32. Next, a second stitch 40 
is sewn to attach the folded portion 42 of the first gar- 
ment component 20, the bonding element 32, the folded 
portion 44 of the second garment component 22, and rs 
the second garment component 22 as shown in Figure 
3b. 

The manufacture of the improved seam of the 
present is completed with the application of heat and 
pressure to the seam. This can be accomplished with a 20 
conventional ironing process. For improved control and 
quality this process is usually carried out on a heated 
press with a temperature of up to 160 degrees Celsius 
for 5 to 10 seconds followed with a vacuum step to cool 
and set the adhesive. The applied heat and pressure 25 
causes adhesive of the bonding element to melt and 
flow onto the surfaces of the first and second compo- 
nents. That is, the adhesive flows onto surface 24 of the 
folded portion 42 of the first garment component, sur- 
face 24 of the first garment component which abuts the 30 
lower surface 26 of the bonding element, and surface 30 
of the folded portion 44 of the second garment compo- 
nent 22. Significantly, during the ironing/pressing proc- 
ess, the flowing adhesive becomes interposed in the 
garment fabric of the first and second component. This 35 
is advantageous because it creates a very strong bond 
between the surfaces of the garment components along 
the seam. It is this bond that prevents seam pucker dur- 
ing subsequent laundering. In particular, because the 
first and second components are bonded together along 40 
the seam, they can not pull apart during laundering and, 
therefore, budding of the seam fabric located between 
the stitches 38 and 40 will be prevented. This is a signif- 
icant advantage over the prior art seams which permit 
the fabric comprising the first and second garment com- 45 
ponents to become separated during subsequent laun- 
dering which in turn results in seam pucker. The 
ironing/pressing process also compresses seam to 
reduce the seam thickness. 

The distance 46 between stitches 38 and 40 as so 
shown in Figure 3c defines the seam width. The folded 
portion 42 of the first garment component 20 is the visi- 
ble portion of the armhole seam 1 2. As such, it is impor- 
tant to have the adhesive of the bonding element 32 
flow over the entire surface 24 of the seam width 46. ss 
This will ensure complete bonding of the folded back 
portion 42 of the first garment component 20 to the sur- 
face 24 of the first garment component which abuts the 


lower surface 26 of the bonding element, and surface 30 
of the folded portion 44 of the second garment compo- 
nent 22. 

Although in the preferred embodim nt the bonding 
element 32 consist of an adhesive web as described 
above, other elements are contemplated. In an alterna- 
tive embodiment the bonding element 32 consist of an 
interlining having an adhesive coating on its outer sur- 
faces. Interlinings are known in the art to provide stiff- 
ness to garment components. For example, interlinings 
are used in shirt collars and center plackets to provide a 
degree of stiffness. However, the interlinings of the 
present invention utilizes an adhesive on its outer sur- 
faces and is specifically used for garment seams. More 
specifically, the interlining body of the present invention 
is preferably a woven interlining made from cotton or a 
polyester/cotton blend. Alternatively, a nonwoven inter- 
lining body made from polyester, nylon, viscose or 
blends of these materials may be used. Preferably, the 
interlining body is fabricated from a single material so 
as to avoid the high cost associated with manufacturing 
composite interlinings. The interlinings have a coating 
of an adhesive on an upper and lower surface. The 
adhesive is preferably one of the same thermal adhe- 
sives previously mentioned in the adhesive web embod- 
iment discussed above. The adhesive may be applied 
on the upper and lower surfaces of the interlining as an 
adhesive layer or as a series of adhesive dots. Signifi- 
cantly, a quantity of adhesive sufficient to flow over the 
garment surfaces as described above is needed in 
order to provide complete bonding as contemplated by 
the present invention. Although this interlining embodi- 
ment is adequate to achieve the results of the present 
invention, it is not preferable because of the increased 
manufacturing cost associated with providing a sepa- 
rate interlining. 

Figures 4a through 4c show an alternative manu- 
facturing process in accordance with the present inven- 
tion which utilize the same reference numerals to depict 
similar seam components. The resulting armhole seam 
12 utilizes a double needle set sleeve and is depicted in 
Figure 4c. This embodiment employs the identical man- 
ufacturing steps of Figures 4a through 4c with the 
exception of an additional seam stitch. In particular, 
stitch seam 48 is sewn to attach the bonding element 
32, the folded portion 44 of the second garment compo- 
nent 22, and the garment component 22. The stitch 48 
is an additional needle set sleeve and therefore pro- 
vides for a double needle set sleeve. Although the addi- 
tional stitch 48 is not necessary in order to achieve the 
advantageous results of the present invention, it is help- 
ful in ensuring that the bonding element is properly 
aligned in the seam. 

The pucker free garment seam 12 depicted in the 
figures is only an exemplary seam and is not intended to 
limit the scope of the invention. For example, the first 
and second garment components could be folded in a 
different arrangement or not folded at all. 
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SUMMARY OF MAJOR ADVANTAGES OF THE 
INVENTION 

After reading and understanding the foregoing 
detailed description of an inventive garment seam and s 
method of manufacture in accordance with preferred 
embodiments of the invention, it will be appreciated that 
several distinct advantages of the subject garment 
seam and method of manufacture are obtained. 

Without attempting to set forth all of the desirable 10 
features of the instant garment seam and method of 
manufacture, at least some of the major advantages 
include providing a pucker free garment seam 12 con- 
sisting of a first garment component 20, such as a com- 
ponent consisting of dress shirt front panel 1 6 t yoke 14, 15 
and rear panel; a second garment component 22 such 
as a dress shirt sleeve 12; and a bonding element 32. 

The use of the bonding element 32 provides for a 
pucker free garment seam which has not been success- 
fully accomplished by prior art attempts. Preferably, the 20 
bonding element 32 comprises an adhesive web which 
flows during ironing onto the abutting surfaces of the 
garment components to create a very strong bond 
between the garment components along the garment 
seam 12. This bond prevents the first garment compo- 2s 
nent 20 from separating from the second garment com- 
ponent 22 during subsequent laundering of the 
garment. Alternatively, bonding element 32 consist of 
an interlining body having a thermal adhesive coating - 
on its outer surface. The interlining body can be fabri- so 
cated from a single material thus avoiding the use of 
costly composite interlining body. 

The garment seam and method of manufacture of 
the present invention provides for a less costly alterna- 
tive to other prior art attempts at eliminating seam 35 
pucker and without the need for substantial modification 
of current seam manufacturing operations. 

In describing the invention, reference has been 
made to a preferred embodiment and illustrative advan- 
tages of the invention. 40 

2. 

Claims 

1 . A method of manufacturing a pucker free garment 
seam between first and second garment compo- 45 
nerrts comprising the steps: 3. 

(a) providing a first garment component (20) 
having an upper surface (24) and a lower sur- 
face (26); 50 

4. 

(b) providing a second garment component 
(22) in a juxtaposed relationship with respect to 
the first garment component (20) to be joined 

at a seam to the first garment component (20) ; ss 5. 

(c) providing a bonding element (32) having an 
upper and lower surface (34, 36) and at least a 


thermal adhesive component and placing the 
bonding lement along the seam formed by the 
positioning of the first garment component (20) 
and the second garment component (22) such 
that the lower surface (36) of the bonding el - 
ment (32) contacts at the seam the upper sur- 
face (24) of the first garment component (20); 

(d) sewing a first set stitch (38) along a side of 
the seam such that the first stitch traverses 
through the bonding element, the first garment 
component (20) and the second garment com- 
ponent (22); and 

(e) folding the first garment component (20) 
over the bonding element (32) such that the 
upper surface of the first garment component is 
folded over and abuts the upper surface (34) of 
the bonding element along the seam, the 
folded over portion of the first garment compo- 
nent is positioned such that it covers portions of 
the first stitch (38) that protrude through the 
bonding element along its upper surface; 

(f) sewing a second stitch (40) running along a 
side of the seam opposite the first stitch (38) 
such that the second stitch traverses through at 
least the folded over portion of the first garment 
component and the second garment compo- 
nent; and 

(g) applying sufficient heat and pressure to the 
bonding element to cause the thermal adhe- 
sive to melt such that the adhesive flows onto 
the surfaces of at least the upper surface of the 
first garment component to provide a bond 
along the seam such that the bonded compo- 
nents will effectively reduce a tendency of. the 
seam to pucker during laundering. 

A method of manufacturing a smooth seam as 
defined in claim 1 wherein said bonding element 
(32) is a thermal adhesive web composed entirely 
of a thermal adhesive. 

A method of manufacturing a smooth seam as 
defined in claim 1 wherein said bonding element 
comprises an interlining having on upper and lower 
surfaces a quantity of adhesive. 

A method of manufacturing a smooth seam as 
defined in claim 3 wherein said interlining is a 
woven interlining fabricated from cotton. 

A method of manufacturing a smooth seam as 
defined in claim 3 wherein said interlining is a 
woven interlining fabricated from a polyester/cotton 
blend. 
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6. A method of manufacturing a smooth seam as 17. A method of manufacturing a pucker free garment 

defined in claim 3 wherein said interlining is a non- seam as set forth in claim 1 wherein in step (f), the 

woven interlining fabricated from a material second stitch traverses through the folded over por- 

selected from the group consisting of polyester, tion of the first garment component, the bonding 

nyl n, and viscose and blends thereof. 5 element and a second garment component. 


7. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said adhesive is com- 
posed of a thermoplastic material. 

w 

8. A method of manufacturing a smooth seam as 
defined in claim 7 wherein said adhesive is com- 
posed of a thermoplastic material selected from the 
group consisting of polyamide, polyester, olef inic, 
polyurethane, and ethylene vinylacetate copolymer is 
materials. 

9. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said thermal adhesive 
has a melting point ranging from approximately 60 20 
to 160 degrees Celsius. 

10. A method of manufacturing a smooth seam as 
defined in claim 2 wherein said thermal adhesive 
web is composed of a plurality of adhesive fila- 25 
ments having a diameter ranging approximately 
between 20 to 80 microns. 

11. A method of manufacturing a smooth seam as 
defined in claim 2 wherein said thermal adhesive 30 
web has a density of approximately 10 to 100 
grams per square meter. 

12. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said bonding element is 35 
a thermal adhesive net having a density of approxi- 
mately 8 to 80 grams per square meter. 

13. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said first component 40 
comprises a front panel, yoke, and rear panel of a 
dress shirt and said second garment component 
comprises a shirt sleeve such that said seam is the 
seam of a shirt armhole. 

45 

14. A method of manufacturing a smooth seam as 
defined in claim 1 wherein said seam is the seam of 
a dress shirt armhole. 

15. A method of manufacturing a smooth seam as so 
defined in claim 1 wherein the application of heat 
and pressure of step (g) is accomplished by an iron- 
ing and pressing process. 

16. A method of manufacturing a smooth seam as ss 
defined in claim 15 wherein the ironing and press- 
ing process is carried out at a temperature up t 

160 degrees Celsius for 5 to 10 seconds. 


18. A method of manufacturing a smooth seam as 
defined in claim 1 and further comprising the step of 
sewing an additional set stitch (48) along the seam 
such that the additional stitch traverses through the 
bonding element the folded over portion of the sec- 
ond garment component and a second garment 
component prior to the step of sewing the first and 
second components and the bonding element 
together by a second stitch running along the seam. 

19. A pucker free seam in a clothing garment, compris- 
ing: 

a bonding element (32) having at least a ther- 
mal adhesive component and having an upper 
and lower surface (34, 36) and; 

a first garment component (20) having an 
upper and lower surface (24, 26), the first gar- 
ment component being folded over the bonding 
element such that a portion of the upper sur- 
face of the first garment component is bonded 
to the lower surface of the bonding element and 
another portion of the upper surface of the first 
garment component is bonded to the upper 
surface of the bonding element; 

a second garment component (22) having an 
upper and lower surface (28, 30) positioned 
such that a portion of the upper surface of the 
second garment component abuts at least a 
portion of the lower surface of the first garment 
component along the seam; 

a first set stitch (38) running along a first side of 
the seam and traversing through the bonding 
element (32), a portion of the first garment 
component (20) bonded to the lower surface of 
the bonding element, the portion of the second 
garment component which abuts the lower sur- 
face of the first garment component; 

a second stitch (40) running along a second 
side of the seam and traversing at least through 
the folded over portion of the first garment com- 
ponent and the second garment component; 

the bonding element of the seam being sub- 
jected to a sufficient amount of heat and pres- 
sure to cause the thermal adhesive to bond to 
at least th upper surface (24) of the first gar- 
ment component to provide a bond along the 
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seam such that the bonded components will 
effectively reduce a tendency of the seam to 
pucker during laundering. 

20. A smooth seam as defined in claim 1 9 wherein said s 
bonding element is a thermal adhesive web com- 
posed entirely of a thermal adhesive. 

21 . A smooth seam as defined in claim 1 9 wherein said 
bonding element comprises an interlining having on 10 
upper and lower surfaces a quantity of thermal 
adhesive. 

22. A smooth seam as defined in claim 21 wherein said 
interlining is a woven interlining fabricated from cot- is 
ton. 

23. A smooth seam as defined in claim 21 wherein said 
interlining is a woven interlining fabricated from pol- 
yester/cotton blend. 20 

24. A smooth seam as defined in claim 21 wherein said 
interlining is a nonwoven interlining fabricated from 
a material selected from the group consisting of pol- 
yester, nylon, and viscose and blends thereof. 25 

25. A smooth seam as defined in claim 1 9 wherein said 
adhesive is composed of a thermoplastic material. 

26. A smooth seam as defined in claim 25 wherein said 
adhesive is composed of a thermoplastic material 
selected from the group consisting of polyamide, 
polyester, olef inic, polyurethane, and ethylene viny- 
lacetate copolymer materials. 

27. A smooth seam as defined in claim 1 9 wherein said 
adhesive has a melting point ranging from approxi- 
mately 60 to 160 degrees Celsius. 

28. A smooth seam as defined in claim 19 wherein said 
first garment component comprises a front panel, 
yoke, and rear panel of a dress shirt and said sec- 
ond garment component comprises a shirt sleeve 
such that said seam is the seam of a shirt armhole. 

29. A smooth seam as defined in claim 19 wherein said 
seam is the seam of a dress shirt armhole. 

Patentanspruche 

50 

1. Verfahren zum Herstellen einer krduselfreien 
BeWeidungsnaht zwischen ersten und zweiten 
BeWeidungskomponenten mit folgenden Schritten: 

(a) Bereitstellen einer ersten BeWeidungskom- 55 
ponente (20). die eine obere Oberfiache (24) 
und eine urrtere Oberfiache (26) aufweist; 


(b) Bereitstellen einer zweiten BeWeidungs- 
komponente (22) in einer benachbarten Anord- 
nung bezOglich der ersten 
Bekleidungskomponente (20), urn an einer 
Naht mit der ersten BeWeidungstomponente 
(20) verbunden zu werden; 

(c) Bereitstellen eines Verbindungselementes 
(32), das eine obere und eine untere Oberfia- 
che (34, 36) und zumindest eine ThermoWeb- 
stoffkomponente aufweist, und Anordnen des 
Verbindungselementes entlang der Naht, die 
durch das Anordnen der ersten Bekleidungs- 
komponente (20) und der zweiten Bekfei- 
dungskomponente (22) gebildet wird, so daB 
die untere Oberfiache (36) des Verbindungs- 
elementes (32) die obere Oberfiache (24) der 
ersten Bekleidungskomponente (20) an der 
Naht beruhrt; 

(d) Nahen eines ersten Setzstiches (38) ent- 
lang einer Seite der Naht, so daB sich der erste 
Stich durch das Verbindungselement, die erste 
Bekleidungskomponente (20) und die zweite 
Bekleidungskomponente (22) hindurch 
erstreckt; und 


(g) Aufbringen von genOgend Warme und 
Druck auf das Verbindungselement, urn den 
ThermoWebstoff zum Schmelzen zu bringen, 
so daB der Klebstoff auf die Oberfiachen von 
zumindest der oberen Oberfiache der ersten 
Bekleidungskomponente fDeBt, urn eine Ver- 
bindung entlang der Naht bereitzustellen, so 
daB die verbundenen Komponenten eine Ten- 
denz der Naht zum Krauseln wahrend des 
Waschens wirksam reduzieren. 


(e) Fatten der ersten Bekleidungskomponente 
(20) Qber das Verbindungselement (32), so 

30 daB die obere Oberfiache der ersten Beklei- 

dungskomponente ubergefaltet ist und an der 
oberen Oberfiache (34) des Verbindungs- 
elementes entlang der Naht anliegt, wobei der 
Obergefaitete Abschnitt der ersten BeWei- 
35 . dungskomponente in solch einer Weise positio- 

niert ist, daB er Abschnitte des ersten Stiches 
(38) abdeckt, der durch das Verbindungs- 
element entlang seiner oberen Oberfiache vor- 
steht; 

40 

(f) Nahen des zweiten Stiches (40) entlang 
einer Seite der Naht gegenQberliegend dem 
ersten Stich (38), so daB sich der zweite Stich 
durch zumindest den ubergefatteten Abschnitt 

45 der ersten Bekleidungskomponente und die 

zweite Bekleidungskomponente hindurch 
erstreckt; und 
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2. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1, bei der das Verbindungselement (32) 
ein TTiermoWebstoffgewebe 1st welches vollstandig 
aus einem Thermoklebstoff gebildet ist. 

5 

3. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1, bei der das Verbindungselement eine 
Zwischenlage aufweist, die auf oberen und unteren 
Oberfiachen eine Menge von Klebstoff tragt 

w 

4. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 3, bei der die Zwischenlage eine gewebte 
Zwischenlage ist, die aus Baumwolle hergesteltt ist 

5. Verfahren zum Herstellen einer glatten Naht nach is 
Anspruch 3, bei der die Zwischenlage eine gewebte 
Zwischenlage ist, die aus einer Polyester/Baum- 
wollmischung hergestellt ist. 

6. Verfahren zum Herstellen einer glatten Naht nach 20 
Anspruch 3, bei der die Zwischenlage eine nicht 
gewebte Zwischenlage ist, die aus einem Materia) 
hergestellt wird, welches ausgewahlt wird aus der 
Gruppe, die besteht aus Polyester, Nylon, und Vis- 
kose und Mischungen davon. 25 

7. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1 , bei der der Klebstoff aus einem ther- 
moplastischen Material besteht. 

30 

8. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 7, bei der der Klebstoff aus einem ther- 
moplastischen Material besteht, das ausgewahlt ist 
aus der Gruppe, die besteht aus Polyamid, Poly- 
ester, Olefine, Polyurethan, und Ethylenvinylacetat 35 
Copolymermaterialien. 

9. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1, bei der der Thermoklebstoff einen 
Schmelzpunkt aufweist. der bei ungef&hr 60 bis 40 
160Grad Celsius liegt. 

10. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 2, bei der das Thermoklebstoffgewebe 
aus einer Vielzahl von Klebstoff-Fasern besteht. die 45 
einen Durchmesser aufweisen, der von ungefShr 

20 bis 80 Mikrons reicht 

1 1 . Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 2, bei der das Thermoklebstoffgewebe so 
eine Dicrrte von ungef&hr 10 bis 100 g pro qm auf- 
weist. 

12. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1 , bei der das Verbindungselement ein 55 
Thermoklebstoffnetz ist, welches eine Dichte von 
ungefahr 8 bis 80 g pro qm aufweist. 


13. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1, bei der die erst Komponent ein 
Brustteil. Passe und ROckenteil eines Oberhemdes 
und die zweite BeHeidungskomponerrte einen 
HemdsSrmel aufweist. so daB die Naht die Naht 
eines Hemdarmausschnittes ist 

14. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1 , bei der die Naht die Naht eines Ober- 
hemdarmausschnrttes ist 

15. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1, bei der das Aufbringen von Warme 
und Druck nach Schritt (g) durch BOgel- und 
Pressvorg&nge durchgefOhrt wird. 

16. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 15, bei der der BOgel- und Pressvorgang 
bei einer Temperatur von bis zu 160 Grad Celsius 
fur 5 bis 10 Sekunden durchgefOhrt wird. 

17. Verfahren zum Herstellen einer krauselfreien 
Bekleidungsnaht nach Anspruch 1, bei der in 
Schritt (f) sich der zweite Stich durch den Qbergefal- 
teten Abschnitt der ersten BeWeidungskompo- 
nertte, das Verbindungselement und eine zweite 
Bekleidungskomponente hindurch erstreckt 

18. Verfahren zum Herstellen einer glatten Naht nach 
Anspruch 1, weiterhin umfassend den Schritt des 
Ndhens eines zusatzlichen Stiches (48) entlang der 
Naht, so daB der zusatzliche Stich sich durch das 
Verbindungselement, den ubergefalteten Abschnitt 
der zweiten Bekleidungskomponente, und eine 
zweite Bekleidungskomponente vor dem Schritt 
des Zusammennahens der ersten und zweiten 
Kbmponente und des Verbindungselemerrtes durch 
einen zweiten Setzstich entlang der Naht hindurch 
erstreckt. 

19. Eine krauserfreie Naht in einem Bekleidungsstuck 

mit:: 

einem Verbindungselement (32), welches 
zumindest eine ThermoWebstoffkomponente 
und obere und untere Oberfiachen (34, 36) auf- 
weist; und 

einer ersten Bekleidungskomponente (20), die 
eine obere und untere Oberfiache (24, 26) auf- 
weist, wobei die erste Bekleidungskomponente 
Qber das Verbindungselement gefaltet ist, so 
daB ein Abschnitt der oberen Oberfiache der 
ersten Bekleidungskomponente an der unteren 
Oberfiache des Verbindungselementes befe- 
stigt ist, und der andere Abschnitt der oberen 
Oberfiache der ersten Bekleidungskompo- 
nente an der oberen Oberfiache des 
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Verbindungselementes befestigt ist; 

einer zweiten BeWeidungskomponente (22), 
die eine obere und eine untere Oberfiache (28, 
30) aufweist, die derart positioniert ist, daB ein s 
Abschnitt der oberen Oberfiache der zweiten 
BeWeidungskomponente an zumindest einem 
Abschnitt der urrteren Oberfiache der ersten 
BeWeidungskomponente entlang der Naht 
anliegt; 10 

einem ersten Setzstich (38), der sich entlang 
einer ersten Seite der Naht erstreckt und sich 
durch das Verbindungselement (32), einen 
Abschnitt der ersten BeWeidungskomponente is 
(20), der an der unteren Oberfiache des 
Verbindungselementes befestigt ist, einen 
Abschnitt der zweiten BeWeidungskompo- 
nente, welcher an der unteren Oberfiache der 
ersten Bekeidungskomponente anliegt hin- 20 
durch erstreckt; 

einem zweiten Setzstich (40), die sich entlang 
einer zweiten Seite der Naht erstreckt und sich 
zumindest durch den ubergefalteten Abschnitt 25 
der ersten Bekeidungskomponente und die 
zweite BeWeidungskomponente hindurch 
erstreckt; 

wobei das Verbindungselement der Naht einer 
genOgend groBen Menge von Warme und 30 
Druck ausgesetzt ist, urn den ThermoWebstoff 
zu veranlassen, zumindest an der oberen 
Oberfiache (24) der ersten BeWeidungskompo- 
nente zu Weben, um eine Verbindung entlang 
der Naht bereitzusteilen, so daft die verbunde- 35 
nen Komponenten wirksam die Neigung der 
Naht zu krduseln wahrend des Waschens 
reduziert. 

20. Eine glatte Naht nach Anspruch 19, bei der das 40 
Verbindungselement ein TTiermoWebstoffgewebe 

ist, welches vollstandig aus einem ThermoWebstoff 
besteht 

21. Eine glatte Naht nach Anspruch 19, bei der das 45 
Verbindungselemente eine Zwischenlage aufweist. 
welche auf oberen und unteren Oberflachen eine 
Menge von ThermoWebstoff tragt 

22. Eine glatte Naht nach Anspruch 21 , bei der die Zwi- so 
schenlage eine gewebte Zwischenlage ist, die aus 
BaumwoEle hergestellt ist 

23. Eine glatte Naht nach Anspruch 21 , bei der die Zwi- 
schenlage eine gewebte Zwischenlage ist, die aus ss 
einer Polyester/Baumwollmischung hergestellt ist 

24. Eine glatte Naht nach Anspruch 21 , bei der die Zwi- 


schenlage eine nicht gewebt Zwischenlage ist, die 
hergestellt ist aus einem Material, welches aus 
einer Gruppe ausgewahlt ist, die besteht aus Poly- 
ester, Nylon und Vlskose und Mischungen davon. 

25. Eine glatte Naht nach Anspruch 19, bei der der 
Klebstoff aus einem thermoplastischem Material 
besteht. 

26. Eine glatte Naht nach Anspruch 25, bei der der 
Klebstoff aus einem thermoplastischem Material 
besteht, welches ausgewahlt wird aus einer 
Gruppe, die besteht aus Polyamid, Polyester, de- 
fine, Polyurethan und Ethylenvinylacetat Copoly- 
mermaterialien. 

27. Eine glatte Naht nach Anspruch 19, bei der der 
Klebstoff einen Schmelzpunkt aufweist, der in 
einem Bereich liegt von ungefahr 60 bis 180 Grad 
Celsius. 

28. Eine glatte Naht nach Anspruch 19, bei der die 
erste BeWeidungskomponente ein Brustteil, Passe 
und ein ROckenteil eines Oberhemdes und die 
zweite BeWeidungskomponente einen Hemdarm 
aufweist, so daB die Naht die Naht eines Hemd- 
armausschnittes ist 

29. Eine glatte Naht nach Anspruch 19, bei der die 
Naht die Naht eines Oberhemdarmausschnittes ist. 

Revendications 

1. Proc6d6 de realisation d'une couture de v&ement 
exempte de fronces entre un premier et un second 
constituant de vStement, comportant les 6tapes 
consistant & ; 

(a) fournir un premier constituant de v§tement 
(20) ayant une surface supgrieure (24) et une 
surface inf6rieure (26), 

(b) fournir un second constituant de v§tement 
(22) selon une disposition juxtapos6e par rap- 
port au premier constituant de v§tement (20), a 
relier au niveau d'une couture au premier cons- 
tituant de vStement (20). 

(c) fournir un element de fixation (32) ayant une 
surface sup6rieure et une surface inf6rieure 
(34, 36) et au moins un composant thermo- 
adh6sif et placer lament de fixation le long de 
la couture fbrm6e par le positionnemerrt du 
premier constituant de vStement (20) et du 
second constituant de vfttement (22) de telle 
sorte que la surface irrf 6rieure (36) de I'6l6ment 
de fixation (32) vienne en contact au niveau de 
la couture avec la surface sup6rieure (24) du 
premier constituant de v§tement (20), 

(d) coudre une premiere piqOre (38) le long 
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d'un cdte de la couture de telle sorte que la 
premiere piqOre traverse reiement de fixation, 
le premier constituent de v§tement (20) et le 
second constituant de vttement (22), et 

(e) plier le premier constituent de v§tement 5 
(20) par-dessus reiement de fixation (32) de 
telle sorte que la surface suptrieure du premier 
constituant de vStement sort replite sur la sur- 
face sup6rieure (34) de I'ei6ment de fixation et 
vienne en butee contre celle-ci le long de la 10 
couture, la parte repine du premier constituant 

de vitement ttant positionnee de telle sorte 
qu'elle recouvre des parties de la premiere 
piqure (38) qui font sailtie k travers reiement de 
fixation le long de sa surface sup6rieure, 15 

(f) coudre une seconde piqOre (40) s'etendant 
le long d'un c&te de la couture oppose k la pre- 
miere piqure (38) de sorte que la seconde 
piqOre traverse au moins la parte repli6e du 
premier constituant de vttement et le second 20 
constituant de vttement, 

(g) appliquer une chaleur et une pression suffi- 
santes sur lament de fixation pour amener 
I'adhtsif thermique k fond re de sorte que 
I'adhtsif s'6coule sur les surfaces constitutes 25 
d'au moins la surface superieure du premier 
constituant de vStement pour fournir une fixa- 
tion le long de la couture de sorte que les cons- 
tituents fixes reduiserrt de manitre efficace la 
tendance de la couture k froncer pendant un 30 
blanchissage. 

2. Proc6dt de realisation d'une couture lisse selon la 
revendication 1, dans lequel ledit tltment de fixa- 
tion (32) est une bande thermo-adh6sive constitute 35 
entitremerrt d'un adhesif thermique. 

3. Procede de realisation d'une couture lisse selon la 
revendication 1, dans lequel ledit element de fixa- 
tion comporte une doublure intermediate ayant sur 40 
ses surfaces superieure et inferieure une quantite 
d'adhtsif. 

4. Procede de realisation d'une couture lisse selon la 
revendication 3, dans lequel ladite doublure inter- 45 
mediaire est une doublure intermediate tissee rea- 
lises en colon. 

5. Proctde de realisation d'une couture lisse selon la 
revendication 3, dans lequel ladite doublure inter- so 
mediaire est une doublure irttermediaire tissee r6a- 
li&ee k partir d'un melange de polyester et de coton. 

6. Procede de realisation d'une couture lisse selon la 
revendication 3, dans lequel ladite doublure inter- ss 
mediaire est une doublure intermediate non-tissee 
fabriqute d'un mater iau choisi parmi le groupe 
constitue de polyester, de nylon, et de viscose et de 


melanges de ceux-ci. 

7. Procede de realisation d'une couture lisse selon la 
revendication 1 , dans lequel ledit adhesif est cons- 
titue d'un materiau thermoplastique. 

8. Procede de realisation d'une couture lisse selon la 
revendication 7, dans lequel (edit adhesif est com- 
pose d'un materiau thermoplastique choisi parmi le 
groupe constitue de polyamide, polyester, oiefines, 
polyurethanne, et de copolym&re d'ethyiene et 
d'acetate de vinyle. 

9. Proctde de realisation d'une couture lisse selon la 
revendication 1, dans lequel ledit adhesif thermique 
a un point de fusion situe dans une plage allant 
approximativement de 60 k 1 60 degrts Celsius. 

10. Procede de realisation d'une couture lisse selon la 
revendication 2 dans lequel ladite bande thermo- 
adhesive est constitute de plusieurs filaments 
adhesifs ayant un diametre situe dans une plage 
allant approximativement de 20 k 80 micrometres. 

11. Procede de realisation d'une couture lisse selon la 
revendication 2, dans lequel ladite bande thermo- 
adhesive a une densite d'approximativement 10 k 
100 grammes par metre carre. 

12. Procede de realisation d'une couture lisse selon la 
revendication 1, dans lequel ledit element de fixa- 
tion est un filet thermo-adhtsrf ayant une densite 
d'approximativement 8 k 80 grammes par metre 
carre. 

13. Procede de realisation d'une couture lisse selon la 
revendication 1, dans lequel ledit premier consti- 
tuant comporte un panneau avant, un empiece: 
ment, et un panneau arritre d'une chemise de 
soiree et ledit second constituant de v§tement est 
constitue d'une manche de chemise de telle sorte 
que ladite couture est la couture d'une emman- 
chure de chemise. 

14. Proctde de realisation d'une couture lisse selon la 
revendication 1, dans lequel ladite couture est la 
couture d'une emmanchure de chemise de soiree. 

15. Procede de realisation d'une couture lisse selon la 
revendication 1 , dans lequel ('application d'une cha- 
leur et d'une pression de I'ttape (g) est rtaliste par 
un processus de repassage k la vapeur. 

16. Procede de realisation d'une couture lisse selon la 
revendication 15, dans lequel le processus de 
repassage k la vapeur est execute k une tempera- 
ture allant jusqu'd 160 degres Celsius pendant 5 k 
10 second es. 
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17. Proc6d6 de realisation d'une couture de v§tement 
exempte de fronces selon la revendication 1 1 dans 
lequel a retape (f), la seconde piqure traverse la 
parte repliee du premier constituant de v§tement, 
reiement de fixation et un second constituant de 5 
v§tement. 

18. Proc6d6 de realisation d'une couture lisse selon la 
revendication 1 , et comportant de plus retape con- 
sistant a coudre une piqure supplemental (48) le 10 
long de la jonction de sorte que la piqure suppie- 
mentaire traverse reiement de fixation, la parte 
repli6e du second constituant de vStement, et le 
second constituant de vgtemerrt avant retape con- 
sistant a coudre ensemble le premier et le second 15 
constituant et lament de fixation par une seconde 
piqure s'etendant le long de la couture. 

19. Couture de v§tement exempte de fronces, compor- 
tant : 20 

un element de fixation (32) ayant au moins un 
composant thermo-adhesif et ayant une sur- 
face superieure et une surface inferieure (34, 
36), et 25 
un premier constituant de v&tement (20) ayant 
une surface superieure et une surface infe- 
rieure (24, 26), le premier constituant de v§te- 
ment 6tant repli6 sur I'eiement de fixation de 
sorte qu'une parte de la surface superieure du 30 
premier constituant de vStement estf ix6e sur la 
surface inferieure de reiement de fixation et 
une autre parte de la surface superieure du 
premier constituant de vgtement estfixee sur la 
surface superieure du premier element de f ixa- 35 
tion, 

un second constituant de vStement (22) ayant 
une surface superieure et une surface infe- 
rieure (28, 30) positionnees de telle sorte 
qu'une parte de la surface superieure du 40 
second element de vStement vienne en butee 
au moins contre une parte de la surface infe- 
rieure du premier constituant de vStement, le 
long de la couture, 

une premiere piqure (38) s'etendant le long 45 
d'un premier c6te de la couture et traversant 
reiement de fixation (32), une parte du premier 
constituant de vStement (20) fixee sur la sur- 
face inferieure de ('element de fixation, la parte 
du second element de vStement qui vient en so 
butee contre la surface inferieure du premier 
constituant de v§tement, 
une seconde piqure (40) s'etendant le long 
d'un second c6t6 de la couture et traversant au 
moins la parte repliee du premier constituant ss 
de vfitement et le second constituant de vfite- . 
ment, 

reiement de fixation de la jonction etant soumis 


a une quantite suffisante de chaleur et de pres- 
sion pour amener I'adhesif thermiqu a fixer au 
moins la surface superieure (24) du premier 
constituant de vdtement pour fournir une fixa- 
tion le long de la couture de telle sorte que les 
constrtuants fixes vont reduire de manure effi- 
cace la tendance de la couture a froncer pen- 
dant un blanchissage. 

20. Couture lisse selon la revendication 19, dans 
laquelle ledit element de fixation est une bande 
thermo-adhesive constituee entierement d'un 
adhesrf therm ique. 

21. Couture lisse selon la revendication 19, dans 
laquelle ledit element de fixation comporte une 
doublure intermediate ayant sur ses surfaces 
superieure et inferieure une quantite d'adhesif ther- 
mique. 

22. Couture lisse selon la revendication 21, dans 
laquelle ladite doublure intermediate est une dou- 
blure intermediate tissue realisee en coton. 

23. Couture lisse selon la revendication 21, dans 
laquelle ladite doublure intermediate et une dou- 
blure intermediate tissue fabriquee a partir d'un 
melange de polyester et de coton. 

24. Couture lisse selon la revendication 21, dans 
laquelle ladite doublure intermediate est une dou- 
blure intermediate non-tissee realisee a partir d'un 
materiau choisi parmi le groupe constitue de poly- 
ester, de nylon, et de viscose et de melanges de 
ceux-cL 

25. Couture lisse selon la revendication 19, dans 
laquelle ledit adh£sif est constitue d'un materiau 
thermoplastique. 

26. Couture lisse selon la revendication 25, dans 
laquelle ledit adh6sif est constitue d'un materiau 
thermoplastique s6lectionn6 parmi le groupe cons- 
titue de polyamide, de polyester, d'oief ines, de poly- 
urethanne et de copolymere d'6thyiene et d'acetate 
de vinyle. 

27. Couture lisse selon la revendication 19, dans 
laquelle ledit adhesif a un point de fusion situe dans 
une plage allant approximativement de 60 a 160 
degres Celsius. 

28. Couture lisse selon la revendication 19, dans 
laquelle ledit premier constituant de vfitement com- 
porte un panneau avant, un empiecement, et .un 
panneau anriere d'une chemise de soiree et ledit 
second constituant de vStement est constitue d'une 
manche de chemise de telle sorte que ladite cou- 
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ture est la couture d'une emmanchure de chemise. 

29. Couture lisse selon la revendication 19, dans 
laquelle ladrte couture est la coutur d'une emman- 
chure de chemise de soiree. s 
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